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FORT EUSTIS, VIRGINIA 23604

This report represents a continuing effort to review and analyze
the causes of transmission failures to determine those areas
requiring research to derive the design technology necessary to
produce more reliable helicopter transmission systems, Presented
herein are the results of a comprehensive effort to rvaluate and
analyze two existing Army transmission systems, in overhaul at
USARADMAC, Corpus Christi, Texas., The major contributing factors
which prohibit the continuous use of components are identified
herein,

This directorate concurs with the findings reported herein.
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SUMMARY

This report presents the results of a program of review and
analysis of failed parts rejected during UH-1 and CH-47 trans-
mission overhaul at ARADMAC. The program was conducted to
identify the modes of failure and to reveal areas requiring
additional research or development to improve engineering
design capability.

rejected components were inspected and relevant failure data
entered on log sheets by an on-site inspection team comprised
of BHC transmission design and test engineers. Primary fail=-
ure components as well as the log sheets were forwarded to BHC
for further evaluation.

Log sheet data were keypunched and entered into a computer
storage file. A second file of pertinent operational charac-
teristics and design data was established from analytical re-
view of the detail design drawings. Various interrogative
computer programs were employed for correlation studies be-
tween these two data files.

The review and analysis included: _ E

- The statistical treatment of observed failure rates.

- Metallurgical and metrological examination of failed
components.

- 1Identification of failure modes.

- Correlation testing of failure rates with accepted stress
indices and design techniques.

- The comparison of real failure modes with thcse pre-
dicted by diagnostic methods used at time of non-
scheduled transmission removals.

- The examination of failure modes with respect to tribo=-
logical considerations.

- The evaluation of relative quality control levels as
they influence generic failures.

The study revealed that overhaul life is limited by a small
number of gears, bearings, and spacers whose characteristic
failure rates exceed the mean by over an order of magnitude.
While this fact suggests that longer periods of operation
could be expected after design improvements in these comro=-
nents, it was also shown that conventional design methods
appear inadequate to predict life in these cases. Recommeu-
dations for improving design methods and development testing
techniques are included.

iii
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FOREWORD

This report presents the results of a study conducted by Bell Helicopter
Company {BHC) for the Eustis Directorate, U. S. Army Air Mobility
Research and Developme:nt Laboratory under contract DAAJ02-69-C-0061
(Task 1G162203D14414). The study was based upon investigations per-
formed on selected Bell UH-1 and Vertol CH-47 helicopter transmissions
during overhaul at the U, S. Army Overhaul Facility, ARADMAC,
Corpus Christi, Texas,.

USAAVLABS technical direction was provided by Mr. Wayne A. Hudgins.

Principal investigators at BHC were Mr. L. L. Dyson, Mr. R. D.
Walker, and Mr. (. W. Bowen. Mr. Dyson was project engineer for
the study.

The on-site inspection team at ARADMAC consisted of Messrs. F. A,
Green, C. A. Turner, J. H. Drennan, and D. J. Ward of the BHC Trans-~
mission Design Group.

Metallurgical studies were principally conducted by Mr. P. A. Finn and
Mr., M. L. Marx of the Transmission Process Laboratories of BHC.
Supporting analyses were performed by Battelle Memorial Institute, The
Fafnir Bearing Company, and Wear Check International. Acknowledge-
ment for technical contribution is also due Mr. T. Mundheim of the BHC
Engineering Computing Group.
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INTRODUCTION

Transmission system components represent a major cost item in
the overall life cycle of Army helicopters. Components now
in service have scheduled overhaul pericds (TBO) of from 600
to 1600 hours, with the largest population near the 1100~ to
1200-hour interval. However, the mean time to removal and
hence overhaul (MTBR) for selected units range from several
hundred to near fifteen hundred hours with a probable mean
population in the 900-hour levcl, far short of the airframe
life cycle. Average time on UH-1D airframes undergoing over-
haul at the Army's major overhaul facility at Lake Charles,
Louisiana, is approximately 3300 hours. Since many of the
transmission components undergo complete life cycles of
numerous overhauls, it is not:unreasonable to expect attain- -
ment of several thousand hours MTBR's through improvement of
capabilities in selected areas. Technological improvements
in transmission design which could increase overhaul life
wquld greatly reduce the helicopter life cycle cost to the
Army.

v

Such improvements cannot be accomplished in future helicopters
without access to improved stress-life functicns and design
techniques. These improvements are necessary not only for in-
creased design life capability but to increase the, confidence
levels as well, so that rapid attainment of specified TBO
levels can be implemented.

All of the transmissions operating at today's TBO level were
introduced into service at far lower levels and were peri-
odically increased as service experience dictated that ade-
quate confidence levels were attained. The deliberate design
and development of a transmission to achieve the required TBO
at time of introduction has heretofore not been accomplished.

The objectives of this program are to identify failure modes
and to cite specific design technology disciplines which
restrict overhaul lives and are consequently in need of
research-fostered advances in order to permit the attainment
of greatly increased overhaul periods in future generation
helicopters. Additional subtasks involve the identification
of failure modes, the generation of failure rates, and the
testing of those rates for correlation with accepted design
methods.

The task of obtaining documentation for identifying life-
limiting factors was implemented through comprehensive in-
spection of transmissions as received for overhaul at the
Army's overhaul facility, USARADMAC, Corpus Christi, Texas.
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Components considered for this report were Bell UH-1 main
transmissions and Vertol CH-47 forward, aft, and combiring
transmissions. An on-site team from BHC was selected and
trained to conduct this phase of the program. The on-site’
team was familiarized with types of transmissions to, be
studied and the types of failures to be expected i

The team spent five months at the ARADMAC facility col]ectlng
datga and representative failed parts, which were subsequently
returned to BHC for analysis. I
The representative failed parts were selectively distributed
to BHC Process Laboratory, Battelle Institute, and Fafnir
Bearlng Company for detailed failure and metallurglcal analy-
sis for later correlation with analytlcal predictions of
failure modes.

An engineering design analysis of the gear and bearing ele-
ments in each transmission was performed based on operating
power conditions. The resulting stress~life predictions were
then cataloged in the computerized file.

The final task of identifying areas of design technology that
proved to be inadequate for predicting accurate stress-life
relationships was implemerted through statistical analysis of
failure information in comparison to calculated predictions.

The transmissions selected for.review were those used in the
Bell UH-1 (Figure 1) and Vertol CH-47 (Figure 2), since they
alone were available in sufficient sample size to place the
necessary confidence in statistical evaluation of the obser-
vations. The ARADMAC facility, Corpus Christi, Texas, was
selected for the overhaul survey in crder to provide the best
statistical data from the Army-user standpoint. Although the
Bell Helicopter Company and the Vertol Division of the Boeing
Company perform in-house overhaul of these same components,
the data extracted at these facilities must to some degree

be influenced by environmental factors not present at ARADMAC.

Detailed information about the condition of each component
part in each transmission was recorded and cataioged. The
cataloged information subsequently was entered on a comput-
erized file system designed for rapid information retrieval.

A concurrent effort resulted in a parallel computerized file,
which comprised engineering design data relative to each
bearing and gear element involved in the overhaul review.
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Figure 2.

i;' Bell UH-1 Helicopter.

Vertol CH-47 Helicopter.




A third portion of the computer programming effort resulted
in an analytical section designed specifically to extract
statistical information from the overhaul information file

while meeting prescribed criteria established by the engineer-
ing data file.

Utilization of the prograr provided the ability to determine
inadequacies in predictions of operating stress conditions

through observation of failures in comparison to stress life
predictions.




DESCRIPTION OF TRANSMISSIONS

Section views representing the transmissions studied in this
program are shown in Figures 3 through 6. Figure 3 1is the
main transmission used on the UH-1, and Figures 4, 5, and 6
are respectively the forward, aft, and combining transmissions
used on the CH-47. The Item No. code shown on these figures
will subsequently be used in this report in the component
failure discussion given in Results. Specifically excluded
from this study are the Bell UH-1 42° and 90° tail rotor
gearboxes, and the Vertol CH-47 engine nose boxes and the aft
pylcn rotor thrust bearing assembly.

The Bell UH-1 has a 1400-hp T-53 gas turbine engine, flat
rated ¢ the transmission design level of 1100 hp. The trans-
mission shown in Figure 3 accepts 1100 hp @ 6600 rpm from the
engine via the input drive shaft and delivers required power
to the single 2-bladed main rotor @324 rpm, to the 2-bladed
tail rotor through the sump case output at 4300 rpm, and to
varicus accessory pads at 4200 to 8000 rpm. The main rotor
specd reduction of 20.384:1 is accomplished by the series
array of a 62:29 90° spiral bevel gear set and two simple
fixed ring, sun input, carrier output spur gear planetary
drives of 3.087:1 each. An overrunning clutch is located
between the input drive shaft and the 29-tooth spiral bevel
pinion.. The first or lower planetary stage uses four planet
idler gears, and the second or upper stage uses eight. The
tail rotor output is taken through a 55:41 spur gear drive
from the lower end of the 62-tooth bevel gear shaft down into
the sump assembly and then out through a 90° bevel set of
27:26 ratio. The transmission cases or housings act as the
primary structural support between the main rotor and the
fuselage.

The Vertol CH-47 employs two 2650-hp T-55 gas turbines, flat
rated at a total power level of 3636 hp at the combining
transmission. The combining transmission drives the two 3-
bladed main rotors through interconnect shaft to the forward
and aft transmissions, which are each design rated at 2170 hp
(60% of the combining transmission output).

Each engine drives through a 43:34 90° spiral bevel gear re-
duction nose box into opposite sides of a combining trans-
mission. The combining transmission input spiral bevel
pinions drive a single gear which delivers power to the for-
ward and aft transmissions. The combining gearbox encompasses
a disengaging mechanism, which is used to mechanically dis-
engage the forward rotor drive from the aft rotor drive. A
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PART NUMBER

204-040-103
204-040-104
204-040-108
204-040-132
204-040-133
204-040-135
204-040-142
204-040-143
204-040-190
204-040-191
204-040-250
204-040-269
204-040-270
204-040-271
204-040-305
204-040-310
204-040-313
204-040-324
204-040-329
204-040-330
204-040-331
204-040-339
204-040-345
204-040-346
204-040-353
204-040-354
204-040-355
204-040-356
204-040-359
204-040-360
204-040-379
204-040-386
204-040-397
204-040-700
204-040-701
204-040-725
204-040-762
204-040-763
204-040-789
GC1669
X-131720

PART NAME

Gear
Pinion
Pinion
Race
Retainer
Bearing
Bearing
Bearing
Race
Race
Sleeve
Bearing
Bearing
Bearing
Sleeve
Bearing
Spacer
Shaft
Gear
Gear
Ring Gear
Manifold
Bearing
Bearing
Case
Case
Case
Sleeve
Case

Planetary Assy

Quill Assy
Case
Spider
Pinion
Gear
Roller Set
Pinion
Gear
Washer
0il Pump
Freewheeling
Clutch
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Figure 4. Vertol Forward Transmission.
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ITEM
NO.

1F
2F
3F
ur
SF
6F
7F
8F
9F
10F
11F
12F
13F
14F
15F
16F
17F
18F
19F
20F
21r

PART NUMBER

114DS143
114DS144
114DS145
114DS240
114DS241
114DS243

114DS244

114DS250
114D8255
114D8258
114D8262
114D1043
114D1050
114D1053
114D1072
114D1074
114D1079
114D1088
114D2077
114D2084
114D2184

PART NAME

Bearing
Bearing
Bearing
Bearing
Bearing
Bearing
Bearing
Bearing
Bearing
Bearing
Bearing
Gear
Retainer
Gear
Retainer
Lubricator
Retainer
Support Assy
Gear
Gear
Retainer




Figure 5. Vertol Aft Transmission.
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ITEM

NO . PART NUMBER PART NAME
1A 114DS240 Bearing
2A 114DS242 Bearing
3A 114DS243 Bearing

I A 114DS 244 Bearing

SA 114DS247 Bearing

6A + 114DS249 Bearing

7A . 114DS250 Bearing

| 8A °  114pS251. Bearing

ve ) %A 1140S253 Bearing

== 10A 11403256 Bearing

:’E%?_Vo 11A 114DS257 Bearing

= 12A 114DS258 Bearing

13A 114DS262Z Bearing

16A 14A 114DS265 Bearing

15A 114DS274 Bearing

| 16A 114D2045 Pinion

17A 114D2062 Gear

18A 114D2084 Gear

1SA 114D2086 Gear

20A 114D2093 Shaft

21A 114D2105 Shaft

22A 114D2106 . Gear

23A 114D2107 Gear

206A 114D2116 Shaft

2Z5A 114D2145 Lubrieator

26A 11£p2178 Gear
27A 114D2184 Retainer
28A 114D2191 Spacer

23A ——-/

SECTION THRU ACCESSORY
DRIVE ASSEMBLY




Vertol Combining Transmission.
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Figure 6.
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PART NUMBER

11408541
11408542
114DS542
114DS544
114DS545
114DS549
114D5045
114D5047
114D5063
114D5110

PART NAME

Bearing
Bearing
Bearing
Bearing
Bearing
Bearing
Support
Gear
Lubricator
Baffle

“T1
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speed reduction of 56:33 is accomplished at the combining
gearbox. The forward and aft transmissions each have the
same overall reduction: 51:29 spiral bevel set driving into
the lower sun gear of a 2-stage planetary reduction assembly.
The lower sun drives the carrier through the planet idlers
with a reduction of 4.78:1, and the lower carrier drives the
upper sun gear. The upper sun gear drives the upper carrier
through six planet idlers with a reduction of 3.65:1. The
upper carrier drives the mast at 230 rpm at an engine output
speed of 15,160 rpm.

15
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METHODS EMPLOYED

All too often M & R programs yield statistical data which
cannot be correlated to real-life cause and effect. Although
the acquisition of numerous statistical 51gnatures and generic
failure rates does indeed provide useful information when
viewed In a broad context, the identification of phy51cal wear
phenomena viewed from an 1nterdlsc1p11nary approach is pre-
requisite to establishing sigffificant areas for needed re-
search and development effort.

The principal method employed to achieve the program objec-
tives was the detailed visual examination and meanlngful re-
porting of the condition of parts replaced dering overhaul of
the Army's UH~1 and CH-47 transmissions at ARADMAC. This in
turn requlred on-site monltorlng of the disassembly of failed
transmission units by skilled scientists well versed in the
arts of failure analysis.

Past experience by the Contractor on in-house M & R programs
has served to highlight the extreme 1mportance of witnessing
disassembly. The determination of primary and secondary
failure modes and causes cannot be effectively made without
this witness. Often, additional factors such as improper
initial assembly, improper field maintenance methods, or im-
proper dlsassembly techniques can materlally distort functional
failure statistics.

Consequently, the success of this study in producing useful
information depended upon intelligent failure mode determina-
tions and the exercise of sound judgment in definition of

the roles of cause and effect. :

ORGANIZATION OF PROGRAM

The program was initiated by the selection and training of an
engineering team to collect data. Detail drawings were re-
viewed to familiarize this on-site review team with the design
of each of the four transmissions. In-house component over-
haul was witnessed to establish monitoring procedures and to
gain €amiliarity with component records and failure types. A
glossary (compatible with American Gear Manufacturers Associa-
tion and Anti~Friction Bearing Manufacturers Association
terminology) of common failure modes was compiled and associ-
ated with examples taken from overhaul components, to aid in
achieving uniformity in reporting. This glossary appears as
Appendix I to this report. ’

16
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Work sheets for logging and reporting failure data were de-

 veloped. Gearbox failure analysis sheets (GFAS) (Figure 7)

were designed to record component historical data and compo-
nent condition. It was also used to record other information
noted during disassembly that might be helpful later in
analyzing detail part failures. Detail failure analysis
sheets (DFAS) (Figures 8, 9, and 10) were used to record
failure data of a detail part. Because of the difference in
failure modes of gears, bearings, and general parts such:as
cases, housings, or shafts, a different type of DFAS sheet was
prepared for each. Both GFAS and DFAS sheets were designed
to permit ease of transfer of collected data to computer
storage files. Complete instructions for use and identifica-
tion coding of these sheets are included in Appendix II.

The on-site team at ARADMAC spent five months monitéring
transmission overhaul and inspecting failed components during
the data-collection phase of this study. A total of two
hundred and fifty-one transmissions were 1nspected, yielding
over 1600 DEAS sheets.

DATA COLLECTION

Data collection methods were designed to minimize interference
with normal overhaul component processing at ARADMAC. Figure
11 clearly shows the delineation between ARADMAC and BHC on-
site inspection team functions. It should be emphasized that
the on-site team did not participate in any way with the com-
ponent repla:ement decisions made by ARADMAC personnel nor did
they furnisn any additional :failure criteria. However, it
must be conceded that due to the necessity of identification
tagging the detail parts at disassembly, some intensification
of inspection level may have followed. Although the individual
failure rates may be slightly influenced by this factor, the
validity of the failure mode observations and analytical con-
clusions were not compromised.

The evaluation of a transmission for suitability for use in
this study began with the review of the 634 form historical:
records. Definitive records which were sufficiently complete
to exclude the inclusion of battle or accident damaged com-
ponents were the sole requirement. In the event that more
transmissions became available than could be satisfactorily
monitored at disassembly on any given day, preference was
given to first-time overhaul units. First-time overhaul units
were far more desirable since the total time on any co., nent
was, with great certainty, simply that of the transmission
assembly; the additional variables of prior overhaul criteria,
skills, and methods were eliminated from the study.

17
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Figure 11. Review Program Processing Interface .
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. Periodic file updatlng was accomplished

The chosen transmission was then assigned a GFAS number, and
the approprlate historical data were transcribed. An immedi-
ate visual inspection was made for external evidence of
failure, field damage, or field repair. An oil sample was
collected and identified by GFAS number. he oil filter, pump
inlet screen, and magnetic chip detector wepe inspected during
dlsassembly, and the observed condition was \noted and compared
with the reason for removal stated on the h1stor1cal records
or failure reports. All parts were identified with wired-on
embossed metal tags for subsequent traceabllrty to the proper
GFAS. Parts having multiple application in the transmission
were identified by location c~des to aid in failure identifi-
cation relative to specific operating stresses, e.g., UH-1

upper and lower planet idler gears. Copies of the GFAS were
forwarded to BHC for project review. -

The subject transmission components were then processed
through normal overhaul procedures. All parts reJected by
ARADMAC Quallty Control (except standard replacement items
such as O-r1ngs, seals, etc.) were held for final on-site
team inspection and disposition. These parts were each
assigned a DFAS number, and the failure information was re-
corded therein. The DFAS number coding assured traceability
to the proper GFAS (see Append1x II, File Operating Instruc-
t1ons) Parts awarded a primary fa1lure classification were
forwarded to BHC for further analysis. Secondary failure

parts were discarded. Copies of the DFAS were then forwarded
to BHC for project review. _

DATA;PROCESSING

The failure analysis sheets, GFAS and DFAS, were forwarded to
the dHC computer data processing center for keypunch trans-
cription to computer cards. These were subsequently processed
through the computer, and the data were stored in the computer
file. : A process flow chart may be seen as Figure 12.

as additional GFAS
\and DFAS were acquired and reviewed.

In a s1m1lar manner the englne\r1ng design data were trans-
cribed from the gear and bearlng design criteria sheets
(discussed in the next section of this report) and stored in

the computer file- as the component designs were analyzed and

the criteria sheets were completed.
l

N
COMPUTER PROGRAM u\\

A domputer _program was developed to store and‘analyze collected
data. The program was comprised of‘two storage files and an

C -
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Computer Program Flow Chart.
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analytical section. The storage files contain GFAS and DFAS
data and design criteria data. The GFAS and DFAS files were
constantly revised and updated as sheets were forwarded to

keypunch and as final evaluation of primary failures necessi-

tated revision of earlier diagnoses or added new information.

The design criteria file was created through engineering
ana1y31s of the gears and bearings in the four study trans-
missions. Design characteristics, materials, speeds, loads,
and system functions were employed to produce operating
stresses and life prognosis indices for all of the gear and
bearing components. Data were taken from the detail engi-
neering drawings'and used to calculate subsequent data or
were entered d1rect1y into the des1gn criteria sheets, shown
in Figure 13 for gears and in Flgure 14 for bearings. When.

- subsequent calculatiens were required, these were accom-

pllshed manually or by us1ng _computer design programs exist-
ing at BHC. .

A brlef explanatlon of the source of the symbollc data used
on the De81gn Criteria sheets follows:

DESIGN CRITERIA, GEARS

Entry Order Description
L 1-15 Part Number of Gear
‘16 . Type or Family of Gear *
| 17-21 Diametral Pitch
22-24 Number of Teeth
25-29. . Face Width - Inches
30~33 ' Normal Operating Pressure
‘ Angle o
34-37 . Mean Spiral or Helix Angle
38-41 Bevel Gear Axes Inter-
section Angle
L2-46 " - Outside Diameter at Max.
: : Tooth Top Land - Inches
L7 + Material *
L8 Profile_ﬂodification g
25
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A TS

Entry Order

49-50
51-55

56-58

59-61

62
63-65

66-70

71-75

76

* See Entry Code on
DESIGN CRITERIA,

Description

Surface Finish - AA

Pitch Line Velocity -
Ft/Min

Pitch Line Compressive
Stress - Lb/In.2 x 103

AGMA Scoring Temp. Index
Rise -~ Ref. 2

Lubrication Method *

'EHD Film Thickness -

10-6 In. - Ref. 9

Tangential Tooth load -
Max. Horsepower:

Max. Normal RPM of Pinion
Mesh Location *

Figure 13

BEARINGS

Entry Order

1-15 (dard 1)

16
17-20
21-24
25-28
v 29-30
31-34

35-38

39 @

28
W

Description

Part Number of Bearing
Type *

Outside Dia. - mm

Inside Dia. ~ mm

Width - mm

Number of Rolling Elements

Ball or Roller Diémeter -
Inches '

Roller Length - Inches

Typé of Retainer *

T
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- Entry Order

50
41

42
43-46

L47-50
51-52
53-54

55-58

[ ]]
D)

60-64
65-68

69-72

73-76

77=-80

1-15

16-20

21-25

26-30

(Card II)-

Description

Retainer Material *

- Ring Material *

Ball or Roller Material *
lInstalled Contact Angle -
Degrees

Internal Clearance in Ten
Thousandths of an Inch

Inner Race Curvature
Radius in % of Ball Dia.

Outer Race Curvature
Radius in % of Ball Dia.

Operating Preload - Pounds

Inner Ring RPM

AFBMA Basic Dynamic Capa-
city = 10° Pounds -~ Ref. 3

Outside Diameter Fitup -
Ten Thousandths of an Inch

Inside Diameter Fitup =~
Ten Thousandths of an Inch

Radial lLoad Vector -~ Max.
HP - Pounds =~

]
!

Part Number .of Bearing
.Orthogonal -Radial Load

'Vectgr -~ Max, HP - Pounds

29

Thrust Load - Max. HP =~
Pounds .

Moment Load -~ Max. HP =~
Inch~Pounds




Entry Order Description

31-35 7 Orthogonal Moment Load -
Max. HP - Inch Pounds

36-39 Max. Rolling Element Load -
Pounds - Ref. 21

Lo Race Contrclling Ball
Dynamics - Ref., 21 *

41-43 Max. Hertz Stress -
Lb/In.2 x 103

44 -46 Basic Dynamic Capacity/Load

47-49 Surface Finish Inner Race -
AA

50-52 - Surface Finish Quter Race -
AA

53-55 Surface Finish Rolling

Element - AA

56-58 EHD 0il Film Thickness -
10-6 In. - Ref. 10

* See Entry Code on Figure 14,

The analytical portion of the program was devised to interro-
gate the GFAS, DFAS, and design criteria files with respect
to selected limits or test criteria. Simple statistical
failure quantities and rates for particular part numbers,
part types, or any precoded index could be readily listed.
The llstlng of these data with respect to any specific stored
design criteria (such as operat;ng stress level band) was
s1m11arL& produced. In addition,correlation studies could be
conducted directly. Any test equation using the stored vari-
able could be programmed, execiited, and listed. 1In this
manner, failure rate correlation examinations with respect to
new parameters such as Dowson film thickness ratios

(Reference 4) could be easily accomplished, ' .

EXAMINAfION OF FAILURES

Falled parts reJected by ARADMAC Quality Control were wlthheld

for program study evaluation to determine the mode and cause
of failure. This evaluation included a visual inspection

along with a review of disassembly notes, component historical

records, and noted results of ARADMAC Quality Control

30
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inspections. If the mode and/or reason for failure was known,
it was recorded on the analysis sheet for computer storage
file acquisition. Failed parts on which the mode or reason
for failure could not be determined, and all part-caused
(primary) failures from first-time overhaul components, were
forwarded to BHC for additional analysis.

Parts that were replaced were categorized according to the
reason for removal. These categories generally are termed
(1) standard replacement, (2) conditional replacement, and
(3) mandatory replacement.

Standard replacement items are all parts that are necessarily
damaged during removal, or that normally deteriorate from
aging or wear during one TBO period so that they are not suit-
able for reuse and are disposed of at overhaul without con-
sideration of condition. This includes such things as oil
seals, gaskets, and packings.

Conditional replacement items are those parts that are suit-
able for reuse at overhaul provided they are judged to be in
serviceable condition and capable of completion of another
TBO period. This includes most gears, bearings, shafts, and
cases. ‘ ‘ :

Mandatory replacement items are those that have past service
failure history or that have exhibited limited fatigue' lives
beyond the first TBO period and have had finite service lives
establlshed ,

All parts that were replaced because of conditional or manda-
tory reasons were considered failed parts. Those from the
conditional replacement and mandatory replacement categorics
were classified as primary (part caused) or secondary
(externally caused) failures. Primary failures are those that
ostensibly occurred as the result of normal operating loads

and speeds, in a normal operating environment, and become un-
serviceable because of some condition other than expected wear.
Cracked, broken, pitted, or spalled parts are primary failures.
Secondary (or externally caused) failures are thoseé that re-
sult from loads, speeds, or conditions that are not expected
during normasl operation, or those parts that have worn during
normal operation so that they no longer meet preestablished
dimensional requirements. Failuares that resulted from corro-
sion, debris damage, improper handling or installation, or

- operation without o0il were considered secondary failures.

Parts that are in serviceable. condition but were replaced
because of established limited lives were considered secondary
failures.




ANALYSIS OF FAILURES

Failed parts forwarded to BHC for additional evaluation were
inspected visually, dimensionally, chemically, and metallurgi-
cally for conformity to applicable engineering drawings,
specifications, process methods, and quality control standards.

The extent of this examination depended upon the difficulty
of failure mode and cause determination and the commonality
with respect to other collected specimens. Approximately 75
detail parts were subjected to extensive evaluations which
included:

A- and C-Type DFAS

1. Surface finish and waviness measurements

2. Tooth spacing =

3. Profile and lead measurcments

L4, Concentricity and parallelism of important surfaces
5. Magnaflux or Zyglc inspection |

6. Nital etch inspection for grinding, tempéring or

carbon depletion
7. Hardness testing
8. Preparation of metallurgical specimens
9. Macro- and microstructure examination
10. Superficial hardness gradient measurement
11. Retained austeniteimeasuremeﬁt by X-ray diffraction
12. Microcleanliness and inclusion rating
13.. Spectrographic Qhemicél analysis

B-Type DFAS

1. Bore, 0.D., and width, measurement
2. Eccentricity, squareness, and runout measurements

3. Radial and axial play /

32
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Contact angle

Retainer land and pocket clearances

Surface finish and waviness

~ )} o &
D

. Magnaflux and Zyglo

Nital etch inspection for grinding, tempering or
carbon depletion

(o o}
.

9. Hardness testing

10. Preparation of metallurgical specimens

11. wMacro- and microstructure examination

12. Superficial hardness gradient measurement

13. Retained austenite measurement by X-ray diffraction
14, Microcleanliness and inciusion rating

15, Spectrographic chemical analysis

In addition to the analyses performed at BHC, outside assis-
tance was obtained. Eight selected failed bearings were evalu-
ated by the Fafnir Bearing Company, New Britain, Connecticut,
with respect to the identical variables listed under B Type

DFAS part. Three sets of failed parts, each consisting of two
failed bearings and one failed gear tooth were sent to Battelle
Memorial Institute, Columbus, Ohio, for scanning electron
microscope examination to determine fracture modes and failure
origin locations to aid in identification of specific cause of
failure. Failed oil pumps were returned ‘to the manufacturer ¢
(W. H. Nichols Company) for evaluation. Freewheeling clutch \\
sprags were inspected by the manufacturer (Borg Warner Corp.),
and certain abnormally high drag bearings were refurned to

the manufacturer (Marlin Rockwell Corp.) for inspection.

Twenty oil samples from selected components were analyzed by
Wear Check, Toronto, Ontario, in an attempt to correlate wear
phenomena and- failure modes with lubricant condition and
spectographic analysis of solid contaminants.

-
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RESULTS

During the five-month period of on-site data collection, a
total of 251 transmissions was evaluated, -as shown in Table

I. From these there was a total of*1671 failed parts, with
183 classed as :primary failures. The major causes of failure
were corrosion damage, limited 11fe, and debris damage. There
were 417 parts damaged by corrosion, 275 replaced because of
established limited lives, and 161 damaged by debris.

The reasons for component removal for overhaul are shown in
Table II. One hundred and ninety-six of the 251 trans-
missions successfully completed the scheduled time between
overhaul (TBO) period. This was a 78% completion rate with
22%, or 55 units, removed prematurely. 1In spite of these’
early removals, the mean time between removal (MTBR) was 75%
or more of the scheduled TBO period for all four types of
transmissions included and. more than 80% for all except Vertol
CH-47B forward transmissions. It is significant to note that
the MTBR of all 173 Bell transmissions was within 1% of that
for the 132 first-time overhaul units alone.

A brief discussion of the more common failure modes and some
addltlonal explanation of the c1a851f1cat10n and discussion

LUL‘UWE,

Corrosion damage in general is not considered the result of
normal operation; it is considered to be a secondary failsnce.
There are a few areas, however, where fretting and corrosion,
partially as the result of galvanic action, are expected during
normal operation. This is experienced on Bell transmissions :
on mating surfaces between the steel plametary ring gear case
and the magnesium cases, and between the steel liner for the
mast thrust bearing and the magne81um top case. This condi-
tion is usually not severe during normal operation when the
calendar time between overhauls is not excessively long. Pro-
longed storage perlods after removal for overhaul, or in-
adequate preservation after removal, usually result in exten-
sive damage to these areas. The corrosion damage observed
during review resulted pr1mar11y from inadequate corrosion
protection and preservation during use or after component re-
‘moval from the alrcraft. Corrosion damage was classified with
respect to cause, i.e., from operation or from storage. 1f
bu11dup of corrosion products was evident on contactlng bear-
ing or gear surfaces, such that subsequent operatlon would .
wear it away, the damage was classified as corrosion in stor- /
age. There were 97 parts in this category. Buildup on non-
contacting surfaces could not be clas51f1ed '
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TABLE I.

STUDY COMPONENT BREAKDOWN

Mean
Total Ro. First Scheduled TBO Time % bf TBO
Component Part Kumber Qty. Qty Overhaul (Hours) (Hours) Completed
Bell 204-040-009-29 1
: 204-040-009-31 9
204-040-009-53 &4
204-040-009-57 27 . ,
204-040-009-59 2 —173 132 1100 995.5 90.5
204-040-009-65 3
204-040-016-1 46 )
205-040-001-11 8
205-040-001-17 73 |
Vertol Fud 114D1001-25 5 ]
114D1001-26 / 20 |- 40 23 (cH-47A 800 652.2 81.5)
115D1061-27/ y3 {(Cu-478 600 549.8 75.0)
114D1001-532 13 _ ¢ l
Vertol Aft 114D2001-24 [ J
114D2001-25 3 .
114D2001-26 7 ‘ i
114D2001-27 3 - 32 25 (CH-47A 1200 1078.4 89.9)
114D2001-56 7 1 (ci-u47B 600 522.6 87.1)
114D2001-537 5 7
\ 114D2001-560 4
Vertol Combining 114D5001118 6 6 6 1200 1189.2 99.1
TOTALS 251 196

35




. ———— —— T

STUDY

COMPONENT BREAKDOWN

_ REASON -FOR REMOVAL FOR OVERHAUL
Mean o ' " Scheduled Maintenance Internal Pailure or
l'rno Time % of TBO or Time Change Metal Contamination Other
) (Hours) Completed (Qty) (%)  (Qty) t ) (Qty) . (%)
.
_00 995.5 90.5 139 80.3 15 : 8.7 19 11.0
’
m 652.2 '81.5) 28 70.0 7 17.5 5 12.5
449.8 75.0) : '
ro»g 1078.4 89.9) |- 25 - 718.1 6 - 18.8 1 3.1
522.6 87.1) | o 7
poo 1189.2 99.1° 6 \ 100.0 0 -— 0 -
198 78.9 28 11.2 25 9.9
/.
~
g .
\
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Limited-life parts have had finite lives established by test-
ing and by analysis of failure history. Some groups of lim-
ited-life parts experienced no primary failures in components
included on this program. These, nonetheless, would still be
considered as life-limiting parts, since the sample field con-
sidered here is small. All parts replaced because of limited
life were inspected, and the actual cordition of the part was
coded. Primary failures were evaluated to determine cause of
failure, and those that exhibited no discrepancy were con-
sidered secondary failures because of limited life.

Debris damage caused by ingestion of entrapped metal particles
in gear meshes or in bearings constitutes secondary failure
and is not the result of normal operation. The transmission
lubrication systems use screens and filters and deliver fil-
tered oil by forced flow or through oil jets to most gears
and bearings. Debris damage usually results when metal par-
ticles from a primary failure are carried by runoff oil into
another gear mesh or bearing. Debris damage 1s particularly
high when the primary failure is a mast bearing or an upper
planetary part because of its location in the top of the
transmission, This exposes most of the gears and bearings to
the particles carried in runoff oil on its path back to the
sump.

Other secondary failures resulting from causes other than
normal operatlon are not llfe-llmltlng and should not be con-
sidered in determining design criteria for longer lived com-
ponents., Such things as handling or installation damage,
arrested pitting, isolated cases of processing or manufactur-
ing defects, or damage from operation without oil should be
considered only if component design is such that this damage
is probable.

Secondary failures caused by wear should be considered life-
limiting even though none may have resulted in nonfunctional
parts. Parts replaced because of wear are presumed not capa-
ble of completion of another TBO period and would, therefore,
become primary failures with substantially lengthened over-
haul periods. All primary failures must be considered as life-
limiting although parts hav1ng relatively low primary failure
rates, or those that are consldered to be isolated failures,
should receive further historical failure inquiry 1if they are
from components represented by relatively small sample fields.

Specific discussions of the individual failed components are

given in the following sections by classification of trans-
mission type.
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BELL U!i-1 TRANSMISSIONS

One hundred seventy-three Bell Uili-1 transmissions were in-
cluded in this program, with 132 of them in for first-time
overhaul. One hundred thirty-nine had completed the scheduled
TBO (time between overh<ns1:XMLFault xmlns:ns1="http://cxf.apache.org/bindings/xformat"><ns1:faultstring xmlns:ns1="http://cxf.apache.org/bindings/xformat">java.lang.OutOfMemoryError: Java heap space</ns1:faultstring></ns1:XMLFault>